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In the Claims 

We enclose new clai ms 1-21 for substitution fo r claims 1—21 on file: 

1. (currently amended) A method for cutting JBreshlv pasted expanded, punched 
or cast continuous metal mesh strip into paperless battery plates for lead acid batteries 
with a cutting device comprising heating said cutting dervice to a temperature above at 
least about 150°C whereby the paste does not adhere to the heated cutting device, 

2. (cancelled) A method as claimed in claim 1 in which said cutting device is 
heated to a temperature of at least 150°C, 

3. (original) A method as claimed in claim 1 in which said cutting device is heated to 
a temperature in the temperature range of about 160 to 300°C. 

4. (original) A method as claimed in claim 1 in which the cutting device comprises 
cutting blades mounted on a cutting roll. 

5. (original) A method as claimed in claim 4 in which the cutting device additionally 
comprises an index mechanism, an anvil roll opposed to said cutting roll for receiving 
the pasted metal mesh strip therebetween and in which the cutting blades, the cutting 
roll and the anvil roll are heated to a temperature in the range of about 160 to 300°C. 

6. (original) A method as claimed in claim 5 in which the cutting blades, the cutting 
die roll and the anvil roll are heated to a temperature in the range of about 180 to 
210*'C, 

7. (original) A method as claimed in claim 1 in which the cutting device is a linear 
reciprocating cutter. 

8. (original) A method as claimed in claim 5 in which the metal mesh strip is a lead 
or lead alloy expanded mesh strip, 

9. (cancelled) An apparatus for continuously cutting pasted, expanded, punched or cast 
lead or lead cilloy mesh strip into battery plates comprising a pair of opposed rolls 
having cutting blades on at least one roll for cutting the pasted lead or lead alloy mesh 
strip into equal lengths, means for joxmialling said rolls in operative abutment with each 
other in a supporting frame, conveying means for continuously passing the pasted lead 
or lead alloy mesh strip between the opposed rolls, and heating means for heating the 
cutting blades and opposed rolls to a temperature above about 150^C, 
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10. (caiicelled)An apparatus as claimed in claim 9 in which said heating means are 
operative for heating the catting blades and the opposed roUs to a temperature in the 
temperature range of about 160 to 300*'C. 

11. (cancelled) An apparatus as claimed in claim 10 in which said heating means are 
operative for heating the cutting blades and the opposed rolls to a temperature in the 
temperature range of about 1 80 to 210^C. 

12. (canceUed)An apparatus as claimed in claim 10 in which the heating means are 
mounted axially in each of the rolls along the length of the rolls for aniformly heating 
the cutting blades and the rolls. 

13. (cancelled)An apparatus as claimed in claim 12 in which the heating means are 
electrical heaters mounted axially in each of the rolls in electrical conununication with 
a power supply. 

14. (cancelled)An apparatus as claimed in claim 10 in which the opposed rolls have 
cutting dies on one roll for cutting the pasted lead or lead alloy mesh strip passing 
therebetween into equal lengths against the other roll for support. 

15. (cancelled) An apparatus for a cutting pasted expanded lead or lead alloy mesh strip 
into battery plates for lead-acid batteries according to the method of claim 7 comprising 
a pair of opposed tolls having cutting blades on at least one roll for cutting the pasted 
lead or lead alloy mesh strip into equal lengths, means for joumalling said rolls in 
operative abutment with each' other in a supporting frame, conveying means for 
continuously passing the.pasted lead or lead aUoy mesh strip between the opposed rolls, 
and heating means for heating the cutting dies and opposed rolls to a temperature above 
about 150°C. 

16. (cancelled) An apparatus as claimed in claim 15 in which said heating means are 
operative for heating the cutting dies and flie opposed rolls to a temperature in the 
temperature range of about 160 to 300^C. 

17. (cancelled) An apparatus as claimed in claim 15 in which said heating means are 
operative for heating the cutting dies and the opposed rolls to a temperature in the 
temperature range of about 180 to 210^C. 

18. (cancelled) A paperless battery plate for use in lead-acid batteries produced by the 
method of claim 1 . 



PAGE 4/9 * RCVD AT 315/2004 2:34:54 PM [Eastern Standard Time| * SVR:USPT0-EFXRF-1/1 ' DNIS:8729306 * CSID:416 862 7661 * DURATION (min-ss]:02-O6 



03/05/04 14:35 FAX 416 862 7661 



G L H 



_EL005 



-4- 




19. (cancelled) A paperless battery plate for use in lead-acid batteries produced by the 
method of claim 8. 

20. (caiicelled)A lead-acid battery having a plurality of paperless battery plates 
produced by the method of claim 1 . 

21. (cancelled) A lead-acid battery having a plurality of paperless battery plates 
produced by the method of claim 8. 
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